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Long shank series are added !!
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Features of ZPB-TH
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Tip angle of 180° (flat) enables plunge drilling of not only flat
surfaces but also of non-flat surfaces (sloped surfaces, etc.)
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Original flute shape reduces breakage or chipping of cutting
flute to enable stable machining.
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Original groove shape provides smooth chip removal,
eliminating problems due to chips.
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Aluminium alloy Cast iron Carbon steel Pre-hardened ; ; (1) 2~ ¢ 16 [ 10977 1 T Latems ]

Alloy steel steel Mold making Parts processing
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Main Applications
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Bltnge drilling on facing area ole plunge drilling|
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Edge plunge drilling
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Thin plate drilling
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Field data

o 30° A EADES I T EH5

Z plunging on 30° sloped surface - S50C®)
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Short brokan chips -
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S50C®

Comparison of cutting resistance when Z plunging on a flat surface - S50C®

[ ZPB ) F2=285.5(N) (R F2-460.0(N)
Mz=123.5(Ncm) Competitor's Mz=150.0(Ncm)
Z plunging
end mill h IIII
[
M

T E%#Z Tool dia. = ¢6

ve=75m/min(n=4000min"")

vi=360mm/min(f =0.09mm/rev.)

TGRS Hole depth =12mMm  FJ—5>/k Coolant =R Dry
INTHE Machine = IIBIV I =512/ %5 — Vertical MIC

T E%#Z Tool dia. = 6

ve=75m/min(n=4000min")
vi=360mm/min(f=0.09mm/rev.)

TGHEE Hole depth =9mm T —S /b Coolant =RS - Dry
INTH#E Machine = HEIY Y =25 12>/% — Horizontal MIC

o

S50C®
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Comparison of hole position shift when Z plunging on a sloped surface

SO0°{ERIHE A5 ESIE EHEISE(S cutting conditions
30° sloped surface 45° sloped surface T E4Z Tool dia. = 6
=Y -Y n=4,000min" ve=75m/min H=12mm
0.15 0.15 I—3 bk coolant=R S5 by TEZEEHUE overhang =36mm
MBIV VOV I—
Vertical M/C
Jcl EDE (f)
Tool Feed
® | 0.060mm/rev.
%ggO-TH O | 0.090mm/rev.
@ | 0.120mm/rev.
%@%_‘{R’Fﬁ A | 0.060mm/rev.
Conven_?onal A 0.090mm/rev.
Zemane - [A] 0.120mmirev. | N\ o BvaE
%U%}%CDH% M | 0.060mm/rev. - ° ;E?%fg%
%my:g:ri‘%nal | 0.090mm/rev. N Nachined hole
Drill [ | 0.120mm/rev. LLEmm)

o S50CA D Fan L8t
S50CH®

Tool life comparison on S50C®

ZPB

42007Q Holes

2400ﬂ Holes
20007‘\ Holes

10007% 200077

fEREE<DARUIL

Conventional Z plunging Drill

ERECORIVRI

Conventional Z plunging end mill

40005

30005%

SCM440(30HRC) O F i L&
SCM440

Tool life comparison on SCM440 (30HRC)

ZPB 19005% Holes

1 000}"( Holes

5007%

fEREE<DARUIL

Conventional Z plunging Drill

ERECORIVRII

Conventional Z plunging end mill

(Holes) 20005}

15007%

10007% (Holes)

T ER Tool dia. = 6

ve=75 m/min(n=4,000min")
vi=360mm/min(f=0.09mm/rev.)

H=12mm 2I—35>/k coolant =R5 Dry

INT#E Machine = IIEINV S =T/ 5 — Vertical MIC

T E1R Tool dia. = ¢6
ve=B5m/min(n=3,450min")
vi=310mm/min(f=0.09mm/rev.)

H=12mm J—32/k coolant =5 Dry

INT#E Machine = HEBIY S =2t/ % — Horizontal MIC
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AFALT Type A B&4 7 TypeB CHA4~7 TypeC
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ZPB ' -TH & O ()8
& size (mm) U | SRR ~HiZ Size (mm) FLB) |\
BRI—R B BR | BE | 2R BT | R | BRI—R B BR | BR | 2R BT | Eenms |
Item code Stock 'g?g |Q1Lgﬁ1 %Vn%r t%” Sggr)k Type ﬁ;iﬁilejd\@{%@ Item code Stock -cl:i(i)e(n).l lg]lgﬁ] %\:% tE;]" Sg%r?k Type %ﬁ%@%ﬁ
DC 2 LF |DCONMS ¥ DC y LF |DCONMS
ZPB0200-TH |[]| 2.0 8 50 4 | A - ZPB0620-TH |[]| 6.2 24 70 8| A -
ZPB0210-TH [[J| 241 8 50 4 | A - ZPB0630-TH |[]| 6.3| 24 70 8 | A -
ZPB0220-TH |[J| 2.2 8 50 4 | A - ZPB0640-TH |[]| 6.4 24 70 8 | A -
ZPB0230-TH |[]| 2.3 8 50 4 | A - ZPB0650-TH |[]| 6.5 26 70 8 | A -
ZPB0240-TH || 2.4 8 50 4 | A - ZPB0660-TH |[]| 6.6 26 70 8 | A -
ZPB0250-TH |[]| 2.5 | 10 50 4 | A - ZPB0670-TH |[]| 6.7 26 70 8 | A -
ZPB0260-TH |[]| 2.6 | 10 50 4 | A - ZPB0680-TH |[]| 6.8| 26 70 8 | A -
ZPB0270-TH || 2.7 | 10 50 4 | A - ZPB0690-TH |[J| 6.9 26 70 8 | A -
ZPB0280-TH |[]| 2.8 | 10 50 4 | A - ZPB0700-TH (@ | 7.0 26 70 8 A| 10,880
ZPB0290-TH |[J| 29| 10 50 4 | A - ZPB0710-TH || 7.1| 26 70 8 | A =
ZPB0300-TH |@| 3.0 | 12 50 4 | A| 7,900 ZPB0720-TH || 7.2| 26 70 8 | A =
ZPB0310-TH || 3.1 | 12 50 4 | A = ZPB0730-TH |[J| 7.3| 26 70 8 | A =
ZPB0320-TH |[]| 3.2 | 12 50 4 | A = ZPB0740-TH |[J| 7.4| 26 70 8 | A =
ZPB0330-TH |[]| 3.3 | 14 50 4 | A = ZPB0750-TH |[[]| 7.5| 26 70 8 | A =
ZPB0340-TH |[J| 3.4 | 14 50 4 | A — ZPB0760-TH |[]| 7.6 28 70 8 | A =
ZPB0350-TH |[J| 35| 14 50 4 | A - ZPB0770-TH || 7.7 28 70 8 | A =
ZPB0360-TH |[1| 3.6 | 14 50 4 | A = ZPB0780-TH |[]| 7.8| 28 70 8 | A =
ZPB0370-TH |[]| 3.7 | 14 50 4 | A = ZPB0790-TH |[J| 7.9| 28 70 8 | A =
ZPB0380-TH |[]| 3.8 | 16 50 4 | A = ZPB0800-TH | @ | 8.0 28 70 8 A| 12,350
ZPB0390-TH |[J| 3.9 | 16 50 4 | A - ZPB0810-TH |[1| 81| 28 | 80| 10 | A -
ZPB0400-TH | @ | 4.0 | 16 50 4 1 B| 7,430 ZPB0820-TH |[]| 8.2/ 28 | 80| 10 | B -
ZPB0410-TH |[J| 41| 16 50 6 | A - ZPB0830-TH |[]| 83| 28 | 80| 10 | A -
ZPB0420-TH |[]| 4.2 | 16 50 6 | A - ZPB0840-TH |[]| 84| 28 | 80| 10 | A -
ZPB0430-TH |[J| 4.3 | 18 50 6 | A - ZPB0850-TH |[]| 85| 28 | 80| 10 | A -
ZPB0440-TH |[]| 4.4 | 18 50 6 | A - ZPB0860-TH |[1| 86| 28 | 80| 10 | A -
ZPB0450-TH (@ | 45| 18 50 6 | A| 7,430 ZPB0870-TH |[]| 87| 28 | 80| 10 | A -
ZPB0460-TH |[]| 4.6 | 18 50 6 | A - ZPB0880-TH |[]| 88| 28 | 80| 10 | A -
ZPB0470-TH |[]| 4.7 | 18 50 6 | A - ZPB0890-TH |[]| 89| 28 | 80| 10 | A -
ZPB0480-TH |[J| 4.8 | 20 60 6 | A - ZPB0900-TH (@ | 9.0/ 28 | 80| 10 | A| 14,370
ZPB0490-TH |[]| 4.9 | 20 60 6 | A - ZPB0910-TH |[J| 91|30 | 80| 10 | A -
ZPB0500-TH |@ | 5.0 | 20 60 6 | A| 8,000 ZPB0920-TH || 9.2 30 | 80| 10 | A =
ZPB0510-TH |[J| 5.1 | 20 60 6 | A = ZPB0930-TH || 9.3/ 30 | 80| 10 | A =
ZPB0520-TH |[]| 5.2 | 20 60 6 | A = ZPB0940-TH |[J| 94| 30 | 80| 10 | A =
ZPB0530-TH |[J| 5.3 | 20 60 6 | A = ZPB0950-TH (@ | 95| 30 | 80| 10 | A| 14,820
ZPB0540-TH |[]| 5.4 | 20 60 6 | A = ZPB0960-TH |[]| 96| 32 | 80| 10 | A =
ZPB0550-TH |@ | 5.5 | 22 60 6 | A| 8,300 ZPB0970-TH || 9.7| 32 | 80| 10 | A =
ZPB0560-TH |[]| 5.6 | 22 60 6 | A = ZPB0980-TH |[]| 98| 32 | 80| 10 | A =
ZPB0570-TH |[]| 5.7 | 22 60 6 | A = ZPB0990-TH |[J| 99| 32 | 80| 10 | A =
ZPB0580-TH |[]| 5.8 | 22 60 6 | A = ZPB1000-TH @ |10.0| 32 | 80 | 10 | A| 14,370
ZPB0590-TH |[]| 5.9 | 22 60 6 | A = ZPB1010-TH |[J/10.1| 33 90 | 12 | A -
ZPB0600-TH (@ | 6.0 | 22 60 6 | B| 8,300 ZPB1020-TH |[][10.2| 33 90 | 12 | B -
ZPB0610-TH |[]| 6.1 | 24 70 8 A — ZPB1030-TH |[]]10.3| 33 90 | 12 | A -
OF | FEREERCTI, [ HEREBETEECT . BHERABHEEIEEL,
@ : Stocked items. [] : Stocked by specified distributor. Contact with our sales department.



ZPB i i i

i size (mm) LB | \ES{HE I size (mm) Z) GRS
BRI—R B BR | BE | 2R BT | s | BRI—R B BR | BE | 2R BT | R |
temcode Isuck| 01 | engn |fengin | o | "¢ || ESL T temcode |Sock| ool | ENR | B | Sk |Tvpe || B2 e
DC | ¢ | LF |DCONMS ¥ DC | ¢ | LF |pcowvs .
ZPB1040-TH |[]|10.4| 33 90 | 12 | A - ZPB1200-TH | @ |12.0| 38 90| 12 | B| 20,880
ZPB1050-TH |[]|10.5| 33 90 | 12 | A - ZPB1250-TH |[]|12.5]| 40 | 100| 12 | C -
ZPB1060-TH |[]|10.6| 33 90 | 12 | A - ZPB1300-TH |[1/13.0] 40 | 100| 12 | C =
ZPB1070-TH |[]]10.7| 33 90 | 12 | A - ZPB1350-TH |[1/13.5]| 40 | 100| 12 | C =
ZPB1080-TH |[]]10.8| 33 90 | 12 | A - ZPB1400-TH |[]]14.0] 40 | 100| 12 | C -
ZPB1090-TH |[]|10.9| 33 90 | 12 | A - ZPB1450-TH |[J|14.5| 40 | 105| 12 | C -
ZPB1100-TH | @ |11.0| 33 90 | 12 | A| 17,850 ZPB1500-TH |[1|15.0] 40 | 105| 12 | C =
ZPB1110-TH |[J[11.1| 34 90 | 12 | A = ZPB1550-TH |[1|15.5| 42 | 110] 12 | C =
ZPB1120-TH |[1]11.2| 34 90 | 12 | A = ZPB1600-TH [[]]16.0] 42 | 110| 16 | B —
ZPB1130-TH |[1]11.3| 34 90 | 12 | A -
ZPB1140-TH |[]|11.4| 34 90 | 12 | A =
ZPB1150-TH |[]|11.5| 34 90 | 12 | A =
ZPB1160-TH |[]|/11.6| 38 90 | 12 | A =
ZPB1170-TH |[1]11.7| 38 90 | 12 | A =
ZPB1180-TH |[]1]11.8| 38 90 | 12 | A -
ZPB1190-TH |[][11.9| 38 90 | 12 | A =
D‘Jd'y'\"-Ja Long shank
i —
45° (7] 2} [}
s s 8l | 5 80 w 2
o &) i &)
2 [a] ] [a] 2 [a]
LF LF LF
AL Type A B%A4 7~ TypeB CHA4 7 Type C
. JatE) h8 ) (EgRun -
% Size (mm) F2 | \FEfig ~i Size (mm) FE TS
BRI—R B BR | BE | 2R WwBMT | Renme | BRI—R B BR | BE | 2E BT | Renme |
fomeode |kl ol | G Quer | Sank [ Tee| B2 e temoode ot Tool | Tt Queral | Shank e || £281 mis
DC | ¢ | LF |pcoNms DC | ¢ | LF [pconms
ZPBLS0200-TH |[]| 2.0 8 | 80 4 | A - ZPBLS0360-TH |[]1| 3.6 | 14 | 100 6 | A =
ZPBLS0210-TH |[]| 2.1 8 | 80 4 | A - ZPBLS0370-TH |[]1| 3.7 | 14 | 100 6 | A —
ZPBLS0220-TH |[]| 2.2 8 | 80 4 | A - ZPBLS0380-TH |[]| 3.8 | 16 | 100 6 | A -
ZPBLS0230-TH |[[]| 2.3 8 | 80 4 | A - ZPBLS0390-TH |[J| 3.9 | 16 | 100 6 | A =
ZPBLS0240-TH |[[]| 2.4 8 | 80 4 | A - ZPBLS0400-TH |[J| 4.0 16 | 100 6 | A -
ZPBLS0250-TH |[[]]| 25| 10 | 80 4 | A - ZPBLS0410-TH |[]| 4.1 | 16 | 100 6 | A -
ZPBLS0260-TH |[]| 2.6 | 10 | 80 4 | A - ZPBLS0420-TH |[]| 4.2 | 16 | 100 6 | A -
ZPBLS0270-TH |[J| 2.7 | 10 | 80 4 | A - ZPBLS0430-TH |[J| 4.3 | 18 | 100 6 | A -
ZPBLS0280-TH |[J| 2.8 | 10 | 80 4 | A - ZPBLS0440-TH |[J| 4.4 | 18 | 100 6 | A -
ZPBLS0290-TH |[[]]| 29| 10 | 80 4 | A - ZPBLS0450-TH |[]| 45| 18 | 100 6 | A -
ZPBLS0300-TH |[]]| 3.0 12 | 100 6 | A = ZPBLS0460-TH |[]1| 4.6 | 18 | 100 6 | A -
ZPBLS0310-TH |[]]| 3.1 | 12 | 100 6 | A - ZPBLS0470-TH |[]1| 4.7 | 18 | 100 6 | A -
ZPBLS0320-TH |[J| 3.2 | 12 | 100 6 | A = ZPBLS0480-TH |[J| 4.8 | 20 | 110 6 | A -
ZPBLS0330-TH |[]| 3.3 | 14 | 100 6 | A = ZPBLS0490-TH |[J| 4.9 20 | 110 6 | A -
ZPBLS0340-TH |[]| 3.4 | 14 100 6 | A = ZPBLS0500-TH |[]| 5.0 20 | 110 6 | A =
ZPBLS0350-TH |[]1]| 3.5 14 | 100 6 | A = ZPBLS0510-TH |[[]1]| 6.1 | 20 | 110 6 | A =




Long shank
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LF LF LF
AL Type A B%4 7~ TypeB CHA 7 Type C
75ir) @ —
ZPBLS ' -TH & O (B8
& size (mm) U8 | SRR ~iZ Size (mm) FLB) |\
BRI—R |8 BE | BR | 2R WRMT| Rk | BRI—R |8 B | BR | 2R WRMT| EermEs |
Item code Stock 'g?g |Q1Lgﬁ1 %Vn%r t%” Sggr)k Type ﬁ;iﬁilejd\@{%@ Item code Stock -cl:i(i)e(n).l lg]lgﬁ] %\:% tE;]" Sg%r?k Type %ﬁ%@%ﬁ
DC 2 LF |DCONMS ¥ DC y LF |DCONMS
ZPBLS0520-TH |[J| 5.2 | 20 | 110 6 | A = ZPBLS0940-TH |[]| 9.4| 30 | 130 8| C =
ZPBLS0530-TH |[[]| 5.3 | 20 | 110 6 | A = ZPBLS0950-TH |[J| 9.5| 30 | 130 8| C =
ZPBLS0540-TH |[[]| 5.4 | 20 | 110 6 | A = ZPBLS0960-TH |[J| 9.6| 32 | 130 8 | C -
ZPBLS0550-TH |[]| 5.5 | 22 | 110 6 | A = ZPBLS0970-TH |[]| 9.7| 32 | 130 8| C =
ZPBLS0560-TH |[]| 5.6 | 22 | 110 6 | A - ZPBLS0980-TH |[]| 9.8| 32 | 130 8| C =
ZPBLS0570-TH |[J| 5.7 | 22 | 110 6 | A - ZPBLS0990-TH |[]| 9.9| 32 | 130 8| C =
ZPBLS0580-TH |[[]| 5.8 | 22 | 110 6 | A = ZPBLS1000-TH |[]]10.0) 32 | 150 | 10 | B -
ZPBLS0590-TH |[[]| 5.9 | 22 | 110 6 | A = ZPBLS1010-TH|[]]10.1| 33 | 150| 10 | C -
ZPBLS0600-TH |[]| 6.0 | 22 | 120 6 | B - ZPBLS1020-TH |[[]|10.2| 33 |150| 10 | C -
ZPBLS0610-TH |[]| 6.1 | 24 | 120 6 | C - ZPBLS1030-TH |[]]10.3| 33 |150| 10 | C -
ZPBLS0620-TH |[J| 6.2 | 24 | 120 6 C - ZPBLS1040-TH|[]]10.4| 33 | 150 | 10 | C -
ZPBLS0630-TH (]| 6.3 | 24 | 120 6 C - ZPBLS1050-TH |[]]10.5| 33 | 150| 10 | C -
ZPBLS0640-TH |[]| 6.4 | 24 | 120 6 | C - ZPBLS1060-TH |[]]|10.6| 33 | 150| 10 | C -
ZPBLS0650-TH |[]| 6.5 | 26 | 120 6 | C - ZPBLS1070-TH |[]]10.7| 33 | 150 | 10 | C -
ZPBLS0660-TH |[]| 6.6 | 26 | 120 6 | C - ZPBLS1080-TH |[]|10.8| 33 | 150 | 10 | C -
ZPBLS0670-TH |[]| 6.7 | 26 | 120 6 C - ZPBLS1090-TH|[]]10.9] 33 | 150 10 | C -
ZPBLS0680-TH |[]| 6.8 | 26 | 120 6 C - ZPBLS1100-TH|[]|11.0] 33 | 150 | 10 | C =
ZPBLS0690-TH |[]| 6.9 | 26 | 120 6 | C - ZPBLS1110-TH|[]|11.1] 34 | 150 | 10 | C =
ZPBLS0700-TH |[]| 7.0 | 26 | 120 6 | C = ZPBLS1120-TH |[]|11.2| 34 | 150 | 10 | C =
ZPBLS0710-TH |[[J| 7.1 | 26 | 120 6 | C - ZPBLS1130-TH|[]|11.3| 34 | 150 | 10 | C =
ZPBLS0720-TH (]| 7.2 | 26 | 120 6  C = ZPBLS1140-TH|[]|11.4| 34 150 10 | C =
ZPBLS0730-TH (]| 7.3 | 26 | 120 6  C = ZPBLS1150-TH|[]|11.5]| 34 | 150 | 10 | C =
ZPBLS0740-TH |[]| 7.4 | 26 | 120 6 | C = ZPBLS1160-TH|[]1|11.6| 38 |150| 10 | C =
ZPBLS0750-TH |[]| 7.5 | 26 | 120 6 |C = ZPBLS1170-TH|[J|11.7| 38 | 150 | 10 | C =
ZPBLS0760-TH |[J| 7.6 | 28 | 120 6 | C - ZPBLS1180-TH|[]|11.8| 38 | 150 | 10 | C =
ZPBLS0770-TH |[]| 7.7 | 28 | 120 6  C = ZPBLS1190-TH|[]|11.9] 38 | 150 | 10 | C =
ZPBLS0780-TH (]| 7.8 | 28 | 120 6  C = ZPBLS1200-TH |[]]12.0| 38 | 150 | 12 | B -
ZPBLS0790-TH |[]| 7.9 | 28 | 120 6 | C = ZPBLS1250-TH [[1]12.5| 40 | 150 | 12 | C -
ZPBLS0800-TH |[]| 8.0 | 28 | 130 8 | B - ZPBLS1300-TH|[]|13.0] 40 | 150 | 12 | C =
ZPBLS0810-TH |[J| 8.1 | 28 | 130 8| C - ZPBLS1350-TH|[]|13.5| 40 | 150 | 12 | C =
ZPBLS0820-TH |[[]| 8.2 | 28 | 130 8| C - ZPBLS1400-TH|[]|14.0] 40 150 12 | C -
ZPBLS0830-TH |[[]| 8.3 | 28 | 130 8| C - ZPBLS1450-TH |[]|14.5| 40 | 150 | 12 | C -
ZPBLS0840-TH |[]| 8.4 | 28 | 130 8| C - ZPBLS1500-TH |[]|15.0| 40 | 150 | 12 | C =
ZPBLS0850-TH |[]| 85| 28 | 130 8| C - ZPBLS1550-TH |[]|15.5| 42 | 150 | 12 | C =
ZPBLS0860-TH |[]| 8.6 | 28 | 130 8| C - ZPBLS1600-TH |[[]1]16.0] 42 | 150 | 16 | B —
ZPBLS0870-TH (]| 8.7 | 28 | 130 8| C -
ZPBLS0880-TH |[[]| 8.8 | 28 | 130 8| C -
ZPBLS0890-TH |[[]| 8.9 | 28 | 130 8| C -
ZPBLS0900-TH |[]| 9.0 | 28 | 130 8| C =
ZPBLS0910-TH |[J| 9.1 | 30 | 130 8 | C =
ZPBLS0920-TH |[[(J| 9.2 | 30 | 130 8| C =
ZPBLS0930-TH |[[]| 9.3 | 30 | 130 8 C =

OF : (REEEMRTI .

@ : Stocked items.
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[] : Stocked by specified distributor. Contact with our sales department.
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Recommended Cutting Conditions
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?ﬁEUM (EE_&) Stfﬁ%ﬁﬁﬂﬁels Ca%o%j@els Aﬁyﬁséﬂeﬂls leia/rhge'jiﬁﬂs n%—aas:%g&
R (~180HB) byt (~30HRC) (~45HRC) FC
YIBIERE (ve) m/min 40~80m/min 40~80m/min 30~70m/min 10~50m/min 40~80m/min
TER ' [EIEREL EbE (EI:7re2 XDE [EIEREL EDE [EIEREL EDE [EEre EbE
1 Tool dia.(mm) (mmin-! (f)mmirev. (mmin-' (f)mmirev. (mmint (f)mmirev. (Mmin~! (f)mmirev. (m)min-! (f)mmirev.
92 10,000 | 0.02~0.05 | 10,000 | 0.02~0.05| 9,000 | 0.02~0.05| 6,000 | 0.01~0.04 | 10,000 | 0.02~0.05
¢3 7,950 | 0.056~0.08 | 7,950 | 0.05~0.08 | 6,900 | 0.05~0.08 | 4,250 | 0.03~0.06 [ 7,950 | 0.05~0.08
¢4 6,000 | 0.06~0.1 6,000 | 0.06~0.1 5,200 | 0.06~0.1 3,200 | 0.04~0.08 | 6,000 | 0.06~0.1
¢5 4,800 | 0.08~0.13| 4,800 | 0.08~0.13 | 4,150 | 0.08~0.13| 2,550 | 0.05~0.1 4,800 | 0.08~0.13
¢6 4,000 | 0.09~0.15| 4,000 | 0.09~0.15( 3,450 | 0.09~0.15| 2,100 | 0.06~0.12 | 4,000 | 0.09~0.15
o7 3,400 | 0.11~0.18 | 3,400 | 0.11~0.18 | 3,000 | 0.11~0.18 1,800 | 0.07~0.14| 3,400 | 0.11~0.18
¢8 3,000 | 0.12~0.2( 3,000 | 0.12~0.2| 2,600 | 0.12~0.2 1,600 | 0.08~0.16 3,000 | 0.12~0.2
99 2,650 | 0.14~0.23 | 2,650 | 0.14~0.23| 2,300 | 0.14~0.23 1,400 | 0.09~0.18 [ 2,650 | 0.14~0.23
910 2,400 | 0.15~0.25 [ 2,400 | 0.15~0.25 | 2,100 | 0.15~0.25 1,300 0.1~0.2| 2,400 | 0.15~0.25
o1 2,200 | 0.17~0.28 | 2,200 | 0.17~0.28 1,900 | 0.17~0.28 1,150 | 0.11~0.22 [ 2,200 | 0.17~0.28
012 2,000 | 0.18~0.3| 2,000 | 0.18~03| 1,750 | 0.18~0.3| 1,050 | 0.12~0.24| 2,000 | 0.18~0.3
$13 1,700 | 0.13~0.26 | 1,700 | 0.13~0.26 | 1,400 | 0.13~0.26 | 1,000 | 0.09~0.22 | 1,500 | 0.17~0.26
P14 1,500 | 0.13~0.27 1,500 | 0.13~0.27 1,250 | 0.13~0.27 800 | 0.08~0.23 1,250 | 0.16~0.27
915 1,300 | 0.12~0.27 [ 1,300 | 0.12~0.27 1,100 | 0.12~0.27 650 | 0.07~0.23 1,050 | 0.15~0.27
¢16 1,200 | 0.16~0.32( 1,200 | 0.16~0.32 1,200 | 0.16~0.32 700 | 0.13~0.24 1,200 | 0.16~0.32
WEEIA () PIVEZOLEE 7 IV=ZULGEHY
Work material Aluminium alloys Aluminium alloy casting
(Hardness) A7075 AC, ADC
YIELRE (ve)mmin| ~ 60~200m/min 30~150m/min
p : = > = = xEHE
T E Tool dia.(mm) E‘Eﬁ%ﬁe (f)ﬁmgl%;v. (@n)ﬁrﬁfﬂ, (f)%n?/?i;v. .
62 20,000 | 0.02~0.05 | 19,000 | 0.02~0.04 (@ uPZIE P TEHIZEER
é3 17,000 | 0.05~0.08 | 12700 | 0.05~0.07 Long shank: General rules for cutting conditions
94 12,500 | 0.06~0.1 9,550 | 0.06~0.09
¢5 10,000 | 0.08~0.13| 7,650 | 0.08~0.12 TERHULER (L/D) P IESEIn S
¢6 8500 | 0.09~0.15 6350 | 0.09~0.14 Tool overhang ratio Cutting condition ratio
7 7,300 | 0.11~0.18| 5,450 | 0.11~0.16 33 OLFJQ; 70 ~ 90%
¢8 6,500 | 0.12~0.2| 4,800 | 0.12~0.18 O~ T0%
¢9 5,650 | 0.14~0.23 [ 4,250 | 0.14~0.21 4R s SN
¢1 0 5,1 00 0.15~025 3,800 0.15~0.23 4 or less .IZ;;/JEiOﬁDLX-F Step feed 0.5D or less
d11 4,650 | 0.17~0.28 | 3,500 | 0.17~0.25 SR /0 o oriess |
¢1 2 4’250 0.18~023 3'200 0.18~0.28 5orless A7y TE 0.05mmUT Step feed 0.05mm or less
%13 3,000 | 0.18~0.28 | 2,700 | 0.19~0.26 (B1) ZPBLS1100-TH GJ_I?—‘C%HEIEJE 55mm(L/D=5) T §SOC’E7JDI_9"%>1’Z-‘S\
014 2500 | 0.17~0.29 2300 | 0.18~0.27 Eg%@;ﬁ?&%oggnln—jEEOmm L ZXDEIX 0.17X0.1=0.017mm/rev.
¢1 5 2,000 0.15~0.29 1,900 | 0.15~0.27 Example: When using the ZPBLS1100-TH to machine S50C with a tool overhang of 55mm
L/D=5), thi i d should b 2200 x 0.1 = 220min, feed hould b
¢16 2,300 | 0.16~0.32 2,000 | 0.16~0.32 (set to ()).17e><lgt1e!;g?)1s$renern/rse\f, andestsee;: taomount should be srgtrt]o 0.%?5ml:118 e °
a7t [EE] [Note]
MaZ:JIEIiEEd/ h\é%ﬁ;pm OWEIH INTRARCEDE T BB —SYNEERALTL2EL),  DUse the appropriate coolant for the work material and

machining shape.

@:@*%ﬁwﬁ”%ffFﬁliwﬁU%T#@Eﬁ’iﬁ?’%@??fiﬁoj (@These Recommended Cutting Conditions indicate only the
MITIEINIRZIR. BR. ﬁﬁﬁﬁﬁﬁ%l:&btﬂﬁu%{#’ﬁﬁ%bt rule of a thumb for the cutting conditions. In actual machining,

_ <fEEL, the condition should be adjusted according to the machining

o \ @OFTEFSHT TRED THEDFHFEE A shape, purpose and e machire Upe.
H

®This tool is for drilling holes and horizontal feeding cannot be

H | @RFVUZ#M(SUS304,3165E) DINTICIFAEFE A performed.

CUIOLKTFH DRI CTELVEEIFRAT v TINITZREL T TEL, /‘—'?(TshLiJSS‘ggLissqcé‘ Z‘;‘cla)ble for machining stainless steel

O DYIHIFRERIZT—0 O TELFE C/URSH2DCLUT (®If cutting chips cannot be broken up, step machining should
DHBEEDHDTTY . be performed.
DC DC DESEZEOTFEUNDITICIE. N TEOIES (8)[Cko>T  ©These cutting conditions are for when the machining surface
gbt(ri*b\o - is flat and the cutting depth is 2DC or less.

(7For machining of sloped surfaces or other non-flat surfaces,

INITHEEAG)HBO U TDIBETIE. EDEREZE70~80% cutting conditions should be adjusted according to the

TE®&(DC) TR (H) BEZRRICRSTILZEL, machining surface slope (0).
TIREF (6) FO0AHABEAICIS, EIRMAE7O%ALT, e maching uiscoclobe (0)s 3 o loss rocucethe
DC=¢6 H=2DC EDEREZS0% U TZEERICTIF T ZEWL, If the machining surface slope () is 50° or less, reduce the
® T EFYTIEDHEDIRNIIARANE HNZ TLEE L, yr\feed rate to Igss than 50% as a general rule.
DC>¢'6 H=1.5DC (BZELTIOUMLT) (®When attaching the tool, suppress flute tip runout as much as

possible (to 10um or less as a general rule).

BEUMTICEERLEVDTSEZ,

This tool can’t be used for milling process. Please apply only for drilling process.

BfHI&EI—T 1V I BB O THED T T UK BEHERMETHRVGELIEEL,

Regrinding/recoating orders accepted. Please contact our sales department.
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The diagrams and table data are examples of test results, and are not guaranteed values.

“MOLDINO’ is a registered trademark of MOLDINO Tool Engineering, Ltd.
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Attentions on Safety

1. BB EOTEE
(1 )IE’E’T 2 (H83) 75 EWJH:ITF‘E; TEORUHLE FICTERBLZEW TR EREDE
MIC+ AT REBREVLE
@ HFENTEET 5T BEBIRSBS Ph DERE CEEMAALSIERL TGN,
2. BB DTER
( );fiﬁfﬁﬁ;tg TEOE - BNEONERERBEIT o TVAEE ALUNF vy 7 EADIAFIFIZFERIC
1T
(2 )x%fif?%*i_ RRLRDEN FELLIBER, BEITBHERIES T ZORBOFEERIBE
ZELN,

3. EALEDIER
(D) IEITEH2 VA O T % BEIEO R, H5PUHIERBL THL TS,
() IZENHIREROBIER FULNMEEDL EFDBERELTIFIALLEEN, FHAHAES
2§ﬁﬁ*&ﬁ®ﬂllltﬁ>/J\éb\iﬁAﬁéb\ S THOMERICISCTETHIS M EEIE (FREEL T @Eﬁﬁ

(@ UE T EMHEREOMRTY, ZEAMICHIEL CRIT BEPHIET, $1, JIUCENTR
HTBCLrHIET, ChoORENEREEEEDES L, BB EEICA > TABIE 3D
NP HIET DT, TRECFARRZIOREICREH —EIA . REDIBEORELLER
UTREBBAT COEREBIBOALES, i

(@) IR IR T B ATED. BB L BEBD, QUCFIS LB KR DERIBUET  BIAD
BEOBBEOBHELHTRERBLEV TR, TABHERE BRSNS AEHAR
FEBT LT,

(5 )IE’&Z-(*V)EE’JJ—,WH_@ (ERICASEVTESL,

BHHIEOER

(1 )ﬁﬁﬂfﬁgﬂfgﬂ#?’ﬁ%fﬁétlEb‘ﬁ)ﬁ?ﬁ?’émhﬁ‘ﬁ')i‘ﬂ BIEATREZMY 20, BIHIE
12 LY

() TEEBMHILE§EMENRELET ., BIBIRICRZORBICR AN —EBTT, RED
N REDREEEFHAL TS,

(A AHRICIBEEFYHEIIEESN . T IRV ZOERE SN EENTOET, BHEIZED
MIEMASIEE IS ECAMERES FRIRR A ERDICRESABURL EL TS LY,

5. TRICBELT, R2 LOMBES - FROS - ZORAERNBYELLS (751 EwRS | ~

THRRCEEE WL,

>

1. Cautions regarding handling
(1) When removing the tool from its case (packaging), be careful that the tool does not pop out or is
dropped. Be particularly careful regarding contact with the tool flutes.
(2) When handling tools with sharp cutting flutes, be careful not to touch the cutting flutes directly with
your bare hands.

2. Cautions regarding mounting
(1) Before use, check the outside appearance of the tool for scratches, cracks, etc. and that it is firmly
mounted in the collet chuck, etc.
(2) If abnormal chattering, etc. occurs during use, stop the machine immediately and remove the cause
of the chattering.

3. Cautions during use

(1) Before use, confirm the dimensions and direction of rotation of the tool and milling work material.

(2) The numerical values in the standard cutting conditions table should be used as criteria when starting
new work. The cutting conditions should be adjusted as appropriate when the cutting depth is large,
the rigidity of the machine being used is low, or according to the conditions of the work material.

(3) Cutting tools are made of a hard material. During use, they may break and fly off. In addition, cutting
chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage from such
flying pieces, a safety cover should be attached when work is performed and safety equipment such
as safety goggles should be worn to create a safe environment for work.

(4) There is a risk of fire or inflammation due to sparks, heat due to breakage, and cutting chips. Do not
use where there is a risk of fire or explosion. Please caution of fire while using oil base coolant, fire
prevention is necessary.

(5) Do not use the tool for any purpose other than that for which it is intended.

4. Cautions regarding regrinding

(1) If regrinding is not performed at the proper time, there is a risk of the tool breaking. Replace the tool
with one in good condition, or perform regrinding.

(2) Grinding dust will be created when regrinding a tool. When regrinding, be sure to attach a safety
cover over the work area and wear safety clothes such as safety goggles, etc.

(3) This product contains the specified chemical substance cobalt and its inorganic compounds. When
performing regrinding or similar processing, be sure to handle the processing in accordance with
thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.
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EEEEE 0368905102 FAX03-6890-56134  B4HEzEE8 @& 0368905103 FAX03-6890-5128 5%
RREXPT 20368905110 FAX03-6890-6133  EffEEZFT @& 054-273-0360 FAX054-273-0361

HibE% ®022-208-5100 FAX022-2085102  &EEEZH B 0526879150 FAX052-687-9144
RSP B®025887-1224 FAX0258-87-1168  KBREZEFT @& 06-7668-0190 FAX06-7668-0194
REIREEPT 0294889430 FAX0294-88-9432  FhImEZFT B 082-536-2001 FAX082-5636-2003

REE%EPR B026821-3700 FAX0268-21-3711  FuMEZFT @&092-289-7010 FAX092-289-7012
JEEEEZR ®0276-569-6001 FAX0276-59-6005

#Z)|ZZR  B®046-400-9429 FAX046-400-9435

3—0v/\,/MOLDINO Tool Engineering Europe GmbH ltterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
o1 [/ MOLDINO Tool Engineering, (Shanghai) Ltd. Room 2604-2605, Metro Plaza, 555 Loushanguan Road, Changning Disctict, Shanghai, 200051, CHINA TEL:+86-(0)21-3366-3058, FAX:+86-(0)21-3366-3050
7 XU 71,/ MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 483751320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627
A%< /MMC METAL DE MEXICO, S.A. DE C.V. Av. La Cafiada No.16, Parque Industrial Bernardo Quintana, EI Marques, Querétaro, CP 76246, México TEL : +52-442-1926800
JSY)b./ MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista ~ CEP 01333-010 Sao Paulo - P, Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506-5677
5 A/ MMC Hardmetal (Thailand) Co.,Ltd. MOLDINO Division 622 Emporium Tower, Floor 22/1-4, Sukhumvit Road, Kiong Tan, Klong Toe, Bangkok 10110, Thailand TEL:+66-(0)2-661-8175 FAX:+66-(0)2-61-8176
A~ R/ NNC Hardmetal India Pvt Ltd. H.0.: Prasad Enclave, #118/119, 1st Floor, 2nd Stage, 5th main, BBMP Ward #11, (New #38), Industrial Suburb, Yeshwanthpura, Bengaluru, 560 022, Kamataka, India. Tel : +91-80-2204-3600

1B fHiRI32022F 10R 1 BRE R OB RBIRZ DBEMERRL THIET . FER BR - BEOLDICHABREE P BIET .
Specifications for the products listed in this catalog are subject to change without notice due to
replacement or modification.
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